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Ensure appropriate memos and specificinstructions are placed with thetraveler beforeissuing the sub traveler binder to

production.

1.0 General Notes

11

12

13

14

15

16

17

18

White (Li Gloves (Fermi stock 2250
or equival | beworn, asrequired, b
the parts epared/cleaned.

All stepsmsign-off shall include theI echnii cian/I nspectors firstinitial andifull last name.
No erasur, itelout will be permitted entation. All incor data shall
be corrected by placing asingle line through the error, initial and date the error before adding the
correctd

All Discr rtsissued shall ber left margin next to icable step.

All persoemi ng stepsin this travWe documented trai nWavel er and

associated operating procedures.

O)or Nitrile Gloves (Fermi stog
sonnel when handling allfprod

0-2040),
parts after

Personnel shall perform all tasksin accordance with current applicable ES& H guidelines and those
specified within the step.

Cover the hamber with Mylar whe ing serviced or assembl
Never h ing over apanel as items may damage the

20 Parts Kit List

Attach thm?avts Kit List for them Anode Panel Wire 0

21
thistravel at the serial number Kit List matchesth i er of
thistraveler. Veérity that the Parts Kit received iscompl ete.
Process Engineering/Designee Date
[ ] [ [
I I I
CMSMEL/2 Anode Panel Wire Strip Gluing Panel Seria No.
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30 Anode Panel Preparation (Serial Number Side)

31

32

33

Note(s):

35

3.6

CMSMEL/2 Anode Panel Wire Strip Gluing Panel Seria No.

Completed

Acquire the completed Wire Wound Anode Panel from the Anode Panel Wire a
Winding area using the panel transport cart.

-
Instal fol Rod Alignment Pins (MA- o the four Wire Guide
i

Ul O
Brackets MUmber side of the 1ell I I I I
Visualy i sure all wiresaret e solder pads on bo e panel. a

Visually i jres that they are uni from each other al h of the
wire fixation bars. Shift any wiresthat are at an ineven distance from neighboring wires.

Rotate the 0 ahorizontal position wij anel serial number facing a

DON'T TOUCH THE WIRESWITH YOUR FINGERSHANDS
DURING jighelEshiNSRECT | ON! [ I

If thewiresarenot contacting the solder padsor arenot uniformly spaced,
contact the Production Manager |mmediately!!!

Lead Per Date

P
D

Prepare allation Tooling B g with Ethyl Alcoh

(Fermi StkiNo 1920- ) and alow-lint wipe ( i StK #1660-2500) to remave
any dirt, dusts, @ils, and other foreign matefial ffom the tooling.

Place the Mylar Installation tooling onto the Tape Glue Dispenser Assy (MD-368882)and install a
h length of mylar i
wide masking tape (Fermi Stk No. 1365-0940)

E
E

to wrap aroun h end and be secured using

tooling as shown b
Mylar Film

Mylar Installation tooling
End Section typical

PP—_

T 2 | I
i} 1" Masking Tape imum length
bdffer  centered on nilar of'tail' mylar

hemylar istight. T uld be stretched an
rling’ of themylar. Ensuretheimylar isaligned correctly in thetape supports.

Note(s):

any

Technician(s) Date
I
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37 Mix Epolite (MA-368289) parts A and B. The quantity required should be
25 grams part A (resin) to 2 grams part B (hardener).

Note(s):
ﬁ ear proper PPE when d handling the epoxy.

38 Fill the Tag 8r 30cc syringe (with with epoxy,

its i after mixing epoxy t aIIo the r bubbles from
mixing toldissipate. Record the time the itting and thetimet
epoxy st lied.
Time
Mixed Epoxy sit start I I
|

Epoxy application start
T —

39 Set Tape Dispenser epoxy head speed between 30 and 60, using an epoxy dispensing needle
(MA-331299). Ensure pressure on the Dispenser is set to 30 psi. Set epoxy dispenser
height at approximately 1/8” above the mylar.

310

Note(s):
Epoxy m tothemylar in aco h. If epoxy m

isn’t one continuous strip, ensurethose ar eas without epoxy ar efilled

using the?o . T

Direction of Glue Application, Bar #2

Direction of Glue Application, Bar #1

LL
=
—

Mylar Installation Tooling

311 Shift the the other side of th

Technici

=
IHE

CMSMEL/2 Anode Panel Wire Strip Gluing Panel Seria No.
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Completed

312 Install the two Mylar Installation Tooling Bars onto the panel. Use the Guide a
Rods (MA-368895) mounted on the panel to ensure proper alignment.

313 ingi i ingrEper position. Approximately 3 feet from a

4 above the wires.[Then,Wwhile
hllemalntanlngt al owly lift
ip thg e onto thewiresan hen utt mylar

n downward pressureon t strip. Push

Mylar Installation tooling
End Section typical

Cut here

Note(s):

314 Goto theItherInd ithe Mylar Installatll ilmg Iar and cut the mylart rip I I

315 Perform the same procedure to the other Mylar Glue Strip on the panel.

316 When the myl
and retur

317 Visually iws that they are unifmd from each other ath of the

wire fixation bars. Shift any wiresthat are at an uneven distance from neighboring wires.

glue strips are cut at both endsjremove the mylar installation ta@ling bars,
Dispensing Assy.

318 Record the date, start of the cure cycle, and cure cycle finish time below. Glue requires
aminimum ﬁ 8 hoursto be properly cured before further processing. After the required

amount of; been achieved, record and time below.
Date Time
Date I
]

CMSMEL/2 Anode Panel Wire Strip Gluing Panel Seria No.

Technician(s)

| HE

Q
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40 Anode Panel Preparation (Non-Serial Number Side)
Completed
41 Rotate the panel to ahorizontal position with the panel non-serial number side facing up. a
42 Install four de Rod Alignment Pins (MA-368895) into the four Wire Guide a
Brackets ¢ on-serial number side of o
X 43 Visually inspe ensure all wires are tou g dll the solder pads on bo a0
sides of the paneél. Visually inspect all wires thatthey are uniformly spaced from gach
other along thellengthlof the wire fixation Bars. Shift any wiresthat are at afjun
distancef i ring wires.
Note(s):
DON'T TOUCH THE WIRESWITH YOUR FINGERSHANDS
DURING CTION!
If thewirwmctingthesolder Wot uniformly spaced_
contact the Production Manager | mmediately!!!
Lead Person Date
44 Prepare twio'MVyler Installation Tooling Bay eaning with Ethyl Alcoho| a
(Fermi Stk 0-0600) and alow-lint wipe i Stk #1660-2500) to rem:
any dirt, d d other foreign mate 2 tooling.
45 Place the Mylafi nstall ation tooling onto the Tape Glue Dispenser Assy (M d install a
one lengt each tooling bar. h length of mylar i
to wrap around each end and be secured using 1" wide masking tape(Fermi 0940)

to the b

0.
tooling as shown b
Mylar Film
’/ [

Mylar Installation tooling
End Section typical

2"_>| 1
i} 1" Masking Tape Minimum len
1"buffer  ceptered on mylar of 'tail' m rg

Ensurethat themylar istight. The mylar should be stretched and tight

to preven ' of themylar. En isaligned correctl
the tape suppofts.
I

Date

EPAIH
EEH

Note(s):

i

Technici

f
|

CMSMEL/2 Anode Panel Wire Strip Gluing Panel Seria No.
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46 Mix Epolite (MA-368289) parts A and B. The quantity required should be
25 grams part A (resin) to 2 grams part B (hardener).

Note(s):
Alwaysw er PPE when mixing an ing the epoxy.
47 Fill theT 30cc syringe (with with epoxy,
letitsit1 i after mixing epoxy t@allow the@r bubbles from
mixing tojdissi . .[Record the time the epoxy [Started sitting and the time the
epoxy st lied.

Time
Mixed Epoxy sit start I

Epoxy application start
T —

IHEP

48 Set Tape Dispenser epoxy head speed between 30 and 60 using an epoxy dispensing needle
(MA-331299). Ensure pressure on the Dispenser is set to 30 psi. Set epoxy dispenser
D

height at approximately 1/8” above the mylar
49 Apply Ep e to both mylar strips us ape Glue Dispenser Ax&
(MD-368882). Y glue to the center of '6 ylar'strip, then movethed
head and appl vl ue to the other mylar str rntrip
Note(s):
Epoxy must be applied to themylar in a continuous length. If epoxy
isn't one rip, ensurethose epoxy arefilled
using the glue/dispensor.
irection of Glu on, Bar #2

Direction of Glue Application, Bar #1

Mylar Inst n Tooling a

410  Shiftthe iresfib the other side of thm. I I I
Date

|

Technician(s)
I

CMSMEL/2 Anode Panel Wire Strip Gluing Panel Seria No.
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| H
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411

412

Note(s):

413

414

415

4.16

417

X 4.18

CMSMEL/2 Anode Panel Wire Strip Gluing Panel Seria No.

April 26, 2000
Rev. None

Completed

Install the two Mylar Installation Tooling Bars onto the panel. Use the Guide Rods a
(MA-368895) mounted on the panel to ensure proper alignment.

position. Approximatel eet from a
lar Installation Tooling downward pressure on the strip. Push
downward lar strip is approxi Y& above the wires TFheaw

maintainifig pressuretownward, grasp thelimylag ‘ tail Bwhile maintaining tightness and8lowly lift
the masking tape. Slawly lower the mylar strip with glie onto the wires andithen|ut the mylar

strip with

g is properly aligned and

Mylar Installation tooling
End Section typical

Cut her

Do NOT allow the mylar/glueto comein contact with the solder pads
while low! into position.

F

Gotothe the Mylar Installati ar and cut the mylar

Q

Perform t e pracedure to the other Mylar Glue Strip on the panel.

EP

ars, D

When th ripsare cut at both ethe mylar installati
and return to the Glue Dispensing Assy.

H

Visudly i es that they are unif from each other a h of the a

wirefixation bars. Shift any wiresthat are at an uneven distance from neighboring wires.
[

Record the date, start of the cure cycle, and cure cycle finish time below. Glue requires a
aminimum of 8 hoursto be properly cured before further processing. After the required
amount of time has been achieved, record this date and time below.

GIgI Cut Start
€] eHpsh

Technici

Date Time

ER

Date

Visualy Inspectithe completed panel to ensure al wound wires areintact and were
not damaged during the wire gluing process andiit’s OK to Proceed to the next

Date ]

L ead Personmmms
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50

CMSMEL/2 Anode Panel Wire Strip Gluing Panel Seria No.

Mylar Protection Installation

51

Note(s):

52

Note(s):

Apply astrip of double sided tape ¥2” wide (XXXXXX) along the length of the
mylar glue strip on the right side of the panel. Remove backing from the tape and
install one layer of .001"thick mylar onto the tape over the wire area on the serial
e panel. Align the mylar ¢ o e With the edge of the mylar

ylar to the ends of the p

Extreme used during theingtallation ofithe mylar asto not
damage br anylof thewires.

Ensureth r mylar isapplied t

during themylar installation. I
Apply an double sided tape % XXX) along thel

mylar glue strip on the | eft side of the panel. Remove backing from the tape and install
one layer SOOTHAIEK mylar onto the tapc’BVEPTREWITe area on the serial rMBerSde
of the panel. Align the mylar edge with the edge of the mylar glue strip. Trim the ends of
mylar to the ends of the panel. Using masking tape, tape layer #2 mylar to layer #1 mylar
where the layers overlap, asin the diagram below.

st be used durlngtheln ; of themylar asto not

any of thewires.

Ensurethat NQitapelor mylar isapplied tathe $8lder fpads during the
mylar installatjon.

|HE
IHE

IHEP
IHEP
IHEP

Specification # 5520-TR-333372

April 26, 2000
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Completed

a
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Layer #1

Wire Fixation Bars

IHEP

Layer #2 Tape, typical

Note(s):

and thereareno
sinto tAe wire area.

Date
Completed

53 Rotate the panel to ahorizontal position with the non-serial number side facing up. a
54 Apply astrip ofdouble sided tape 4" wide (XXIXXX) aong the length of the a
right side of the p backing from the t

install one layer of .001"thick mylar onto the tape over the wire area on the non-serial

number sid@GftRgPanel. Align the mylar EdgeWItARRe edge of the mylar JlEStHpM—

Trim the ends of mylar to the ends of the panel.

Note(s):
Extreme care must be used during theinstallation of the mylar asto not

damage or any of thewires.
Ensureth ape or mylar isapplied tg
mylar ins

CMSMEL/2 Anode Panel Wire Strip Gluing Panel Seria No.
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55 Apply another strip of double sided tape ¥4’ wide (XXXXXX) along the length of the
mylar glue strip on the left side of the panel. Remove backing from the tape and install
one layer of .001"thick mylar onto the tape over the wire area on the non-serial number side

of the pa yn the mylar edge with thefedgeef the mylar glue strip. Tri eends of
mylar to t of the panel. Using ma & e, tape layer #2 mylar to I ﬁ ylar
where the ap, asin thediagra

Note(s): | I I I I I
Extreme used during thein he mylar asto not
damage of thewires.
Ensurethat NQitape or mylar isapplied to the older padsduring the
mylar in
Layer #1 [ [ ]

Wire Fixation Bars

Layer #2 Tape, typica

Note(s):

Technician(s)
5.6 Transpor]he Jmplled panel using the I I I
Soldering
Technician(s) I Date I
[ [ ]

ewirearea [ ]

Date
rt cart to the Wire

CMSMEL/2 Anode Panel Wire Strip Gluing Panel Seria No.

April 26, 2000
Rev. None

Completed

a
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6.0 Production Complete

XXX 6.1 Process Engineering verify that the CMS MEL/2 Anode Panel Wire Strip Gluing Traveler
(5520-TR-333372) is accurate and complete. Thisshall include areview of all stepsto ensure
that all operations have been completed and signed off. Ensure that all Discrepancy Reports,

Nonconfo Reports, Repair, k Forms, Deviation Inde i spositions have been
reviewed esponsible Authority fol ﬁ mance before being app

L L)
=S
) | J_IJ Date
— L 1L
A 0O QO
I I W .
— L L
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